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v-n,Drf£fc«tfilJ3 (a) leaner, x 

tt«.*«J7 5 K8HI0>&#B (b) floii* 
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(2) 



8H2001-7143 



(a) t. 7*;UAtt)&£g<J:y4,gn 5%U±Xl4t 

KWfli® (b) t. a>'pte<tt2mfrz>u<>)* 

&Z1)b<2 0 0 g/1 5mm(@&T. &l&UgsPtf3 %&L 

[K#®2] ^(Sjfc^Utffi^o^H^lzoiN 
[H*JS3] Si|lStf'J7S Ktfffitll (b) A<ft£«|6] 

s zmtSLt < z $® it t <p «n #n 1 * t i* 2 <dx * > 

[»**4] sic. 7-rji,A*D»aBj:ytt5 a cm± 
Xl W *CT«KTOtt*B* b y ft£!*t fiffi £« 

*r'<eftBB (c) mim*i^»2m » 
[ss*js 5 ] amssaB ( c ) *><ffi£ a<#> 125^ 

±0 BWBffilW* & «B*B 4 (0 x * V/ < *v ^ as 

[b*bb] ncieu 75 Ktttm (a) «m»-« 
#y 7 5 mmotkAifin 1 4 o°cia-ti?fc*K*ig 1 

[H*H7] tf;U<>J*tta*btt*+MI (d) Z 

mzmt £SS*js 1 - 6 aivfftftta**:,/*? 
fcfu>£fflli£, K3U*Kft*«n?XttLfc«»ttttB 

[K#«i 0] -«a#**ira*i«*a 1-90)0 

[»*«1 2] '>£< ttlftBSBB (c) 

«at*rr&B#« 1 ~ 1 2a)orti^^>/<<^ 

[000 1] 

(BS±4>flfl»IH *BU». O0Br«**ft*tt**i so 



fti::S#**ifctf'J7S FBBB£* 

[0002] 

«©»B4SB»tttf»**tT*Toft. wt. 

©XaSBlcfflo&ftTO*. x*>/<y*S2£a>g* 
^ftBffl^-fii/A (jar. Ltfutf rx^r>^-<juAj 

ttt+Z) K*LT. X*>7-OUA£»fi 

[0 0 0 3] X+>/^7^fe8^i: Lta^^^fi 

x«*iro«tf« -e*ib0)4>T-t. t-^-^<a^tca 
fiftH-cx*>p-fi^t»y«»L % «y« 

x^>7 -f ;uAa>9tttSBtt$nB LT tt&SMcB* 

[0 0 0 4] ftifBT©*#t;xV^^T-fe*Ell ~®4 
^#IBLr, ±EX*>/<^^aSSftt*y*«:ttliH 
B^r^*!:, (1) *-X7*;Ui*^Lv-h-0fc£& 
» 1 ±ic«i*fcttag«a 2 £fi 5 (asicx^r > 7 -f JUA 
3«c&tflC« GDfiff4a. S2?L4 bfccfetft-^- {® 
7*1*?) £*f «XffiftB40)ttBaBr4 a SEBL (B 

1). (2) 1 1 0-1 6 0°CSfflCftl^$*tfcfti[4 
0>X£?14 b^b^>7-{ ;UA3±(DDfl^f4 a fl<7)2 

a ?xss^si l y a&\z* y x * > 7 -f ;u a 3 1 4 

^4O)0fl9JICffiS$-frTto^r* (0 2) . (3) *ix 
t*% X4>7^;UA3^:ttflB»2na>ffiX£XffiBft 
L (B3) . (4) »rXfifl.4 b^&(D«l»t#±L 
T, ftfi4(DDfl»4art**EUR-rzfclC ( fcyx*> 

7 -r ;ua 3 i*<r>&\t®QLMz± y itfiKtt 1 

4) . *©B. fiU^IC. tta»«8 2<DSia<DlS»1 
^•>^-fJI/A3(DS^S^ESP-e. (SWl^X^rV 
7*/Ui*3£flD&J!mU i^illCCS Ctv-i^SP^ 

i=*y, x+>/<7*sim<iitl, ■AfiK«^B& 

[0 0 0 5] ±BOX*>/<-y^aBaEtt. ^fflfiS^S 

5&^i*^fc^. Han&tty&stiMttft&ajrcfc 



(3) 



^12001-71435 



So *Ut>*>* -6ftWft«ySg&TMS. *tf>7-f JUA 

tzv+zzttf&\fz>ti*> 0 -fla*)ft«y&g& 
s&icg c l * i-mii ft b ft t \, 

[00 0 6] CllC^Lt. ±4Lf:X^/<7^ag 

3iiisittitii<feyaasi45^ffi»i"4 0 

g^lccfcttli. x*>:M;uAfc»&gfc£$-l::ffi5i 
T-^S^ftb-f. ^tfX^-fXLfc^-ar/fcrb 

[0008] m-ic, m,ai*. a«t. ttya 

«fc<6i=i*, xfi*fli=*ftByjft»0Bi=. 

ttyB*tf*ft8***fc::*JWWb&Ji*. 
[0 0 0 9] fg-|cx*>7-r;uAizi* % ritfis&g (4 
S (injSft) —teic i i 0-1 6o°c) *cttyj«» 

LfcWcrtSBirBBTifcafcBatt (&£I*=>A» 
BI=**ft«*S»BLftl*Zfc*<*a&ft4. 

tB*r*B«M=«yi»u aas^^So^s. is 

fc^o o*y % i«»a*«*i-J3L^r* y* 
Bf= * y x*> ^ -c }iJ*o>to&\z.tt'r z&iNBtakifi* 

#l*C£A<#tf)b*i£o X*>7-f A*A0>lsItt1tJMF+ 
#-Cfc**§£, mjmZMzV'l JUA<D#gffl#j&<* 

WS&#*ftoTfigf*Sffi!r«£±i;, ^a^tiftd- 
fcKft*. l*U ft*<D&ilJtf8ti<OEft:7< /UACD* 
5 l=MUtie A^jt* l*t <0*>»tt7 -f JUA<D«k 5 l-g 

fc y * * ft C 6 o 

[ooio] m=fc, x*>?-f/bAC:ii. KfflAfi-C 

ttydHM-*w=. BB«*ifcX£*B <»«> 
oSttHici*. Btt^atttttf&q&ftit&aaHBtt 



fctfg***!*. BSi=- x*i/7-f ;uaui*. Bttitt 
±*Mfctt*l«B«>&»KJ»LTM:, &S#x/<»J 
7H4£**-£C£a<g3fc*;K*o Sfc. fc-h$/-JI> 

[00 1 1] ft*. C<0£5ftlt83t4£;S£*6X*> 
7 -f ;UA£ LT* Bxtf. «Ht&<tfcf-A, (PVC) / 
ttHttr^'J^SKB** (pvdc) /#y*i/7-r 

>*6ttft*B»»*i»diBB7<ji>A 

io 4 8 544M) • xf i/>-Kae^;u^lt{* (EV 

A) /PVDC/EVA^b*l>ai7^iU (ft^BS 
57-23607) . EVA/PVDC/ttgPVC^ 
bft£»S?-OUA (^BB56-49206#) ft£ 

StiSH?* juai*, PttBB*tf*t < • 
JbAI-iSlt*=rA»ttWftttB«*r*Bi LT*f£L 

[00 1 2] 

20 [«w*<»auj:5frsBffi] *bb0b«» % a» 

ftx*>/<^&gati£*ru ttflttizBBffxcDB 
^0)ftiNX+>/<^^aSffl7<;uA^S^-rs^tii 

[00 13] 

[Bffl*«*f *fcJM>¥B] *BB#&0>WSei=J:*i 
tf* X*>:7*JUASt£(D£<*><. X* 

.fc*a>7<^i»j!DBaa (x*>/< to 
b*b*bi\ ^ittmttnitMM? 

lc*y % x*>/<«y^rt»aBT?©BWBl6Afc<ktfB 
tt«*Sa«l=»«Lfc#B7^iUAI-J:'yBfc**i6 

A (X*>:7<A>A) I*, C(7)^5ft«JM^S^<4i(0 

o)tt y Rfc^xg e *t?x* >/ < ^ ^ agffl ^ -c ;ua-c 

^fliU (a) t. 7<ibABBBBJ:U«Bl 6%tt± 

40 |J7 5K*«BB (b) 0*4<tt2W&fty, 
'>ft < t t-^ifiJi^fct^r . 37 4 ;uAjUD^SJSi^fcit 

8ftttlSS^A<2 0 0g/1 SmmSUlT, *&i|X«i£ 
A<3%Ja±T'fc*wi:*««i:-rStCDt?fe-Se 
[0 0 14] JilT. *«^(D»^Ll^t60>^fglCO^ 

[00 15] 

[xna>Btta>^B] *»e§0)x^>/<^^agffl7-< 

S(*li, Bi-B4*#BLTttWLfc4i0fc»*Mlc 
so Jtft£ttf>TI*fti^ fit. iUAftiBafitt, tt* 



5 



(4) 



ftffi2 00 1-7143 

6 



*K l2;<^:^CtA<T^^o <IU S'-JUBBB (a) 

S^fcStfiLT, 9 0-1 7 0*C % MlCfil 10-15 
0^(D£gBffltfH*L<ffll***iS. tt)ffiafi^9 0 
°C*%lZ U£t MBit jWST L^>y<-^ &<DS£tt 
$®lre&A<&±L*>T<fc.5o Jffl&Egtfl 7 0t?fi 
7-r;UA*<;8JI*U x+^tfgSH^^Atf 

#tf>T\ gt#£Ll^^UA*lJf&Sgl*&1 2 0*tifi 

2iTfc*£3a.£>;K& 0 fir. ££lt. ?<;uAAn 
&&fi <x*>/<yy*jiM*;gg) £(DB8«T**&Ba>x 

[ooi6] ztz**ys*vt&&iz&tii>tom&im 

(E2(D&SgHS*l4 bfrb<Dg3*gmBf)te<*:y, 03 
(OX^>^-f^A3C0T{l!l2P^^^a>a^»ftgate^-C 
G>B*HHiO. 5~58\ ft|C1 -3#figjMT£L 
l\ $fcX2ttM (E3(DX^r>^^;UA3(DTill2rBl 
frb<BS£$fl&B»A>b, 04(DX*>?-f ^A3 0>± 

[0017] *%wox*i>7 4)i,i±<D&®o)®mzm 
S{*a)tti^SrfcoT^4a)ADJ»sg-ci*^i^ ft 

l*ttl»BSIHI*, £Sfcx*:/^;/*f£fiS<&fctf>lc#rL 

[0 0 18] *tz* v-;U;£gli. v 

-;ns (a) \zmi^mm\z*^xm&&m*ti\i±i* 

v-A>A-01S£agli. -flftWlwli, 10 0°C~ 
2 4 0°CCDiia. »£L<I*1 3 0-2 2 0°C<7>eHT 

[0 0 19] *BM«>X*:/7-f JUM*. 

tttt»Bl=60T, B5lziM\|:5(c % i/-;u«ffiS 
(a) 3 1 *E*S4lfc#»J75 KBBB (b) 3 2t 

i=;*fx/tu*aBB««>aatt4>flB <<n 3 3*»a 
■r^cttr*^. H(ria7-@9ir^*r^5ic. flau 
m«tt % «a>asi«ii$*iSLT^ssH (c) 3 4$ 

VtV&ZttVZi. &lz % ftBMi::i*tt*ttttBB& 
SSKlfA-f £w£A<T;£. *fcifiin«)#y7S KBB 

B*0>«Ba>«i»B£» a-t 5 z 1 1 v * a 0 
[0020] *yft»wi=tt % v-;utttB» (a) 31 



x^U>#a£ft. USttfii&Sgtfyx^U^ ®@ 

/•*HML x^u>- 7v-u;UBS#fi6tt, 
x^Ul/- 70 U^B-WMOfcJM^BxX 

1/7* L<Hl*6*i«. Ctt 

bl*. JH»-C*»LrtfiOL, =aU-tB*LTMl* 
Ttfil\, v-;u«BB (a) Km**«fi&a>l» 
io AH:. Bfl»BBB«BJCr««>J7S KBBB <b) 
3 2 (H5fc£tf6) ^fcl*teO)^affi® (c) 3 4 
(07-9) a>«J*«BO)BAiaiTT?**Ci:A«»*L 
L\, v-;M§tllf§ (a) lcB^««Ba>Bkja^^aBB 
(b) *fctt (c) l=JRl^«aBaBAJ:UtSl4ia 

tt*.x*>aaa©i/-iuB»i=rtaa^*BLfcBic 

[0 02 1] *«B0)X*>7-f JUaSBtitttt^tt* 
*U7 5K«BB (b) tt»fitfx*://<?$rt»B£ 

ctyttSM 5°cia±. »*L<ii2o > cia±. »=i*4 
fc*'j7s kbb^&««. Ba#x*>/«?**»a 

g+l 5 < t*a<D7K«J7 5 KBBB (b) ££t;x*> 
y^oiAit. x*>aBW=»«r*cfciz*yailB 

MfiCL, ^JUAOBaftftCFeL-P-n*. 

aaai=B*<B£L. aaf*0fta*<aB'c&<tt 

[00 22] jK'JTS KttlaB (b) Sffl^-r^ff^U 
l^iKUTS KffBB&LTI*. ^--fn>6. ^-<D>6 
6, -f-TP>69. t-royeiO, t-fP>612. 
30 t<P>12 fet'CDfllKteTKy 7 5 KB 

^WQ>6-66 (tYP>6tt>rD>660 

#B6*£af 0 wTB««=aEr«) . ^-rp>6- 

10. t^P>6-12, t^fP>6-69, 

6-6 10. ^--rP>6 6-6 9fet*(DfiiWK7Ky75 

KKBtttefliF?*;: -*i^o)«^t? 

I*. t<P>6-66W^P>6-1 2A<rt»lPItt 

a>jfi"c»i=»*Lt^ c#i&a>BBls*y75 K (*) 

S^ftli, a»ft«LM*2aiU±^U>KLTB^4C 
40 ^lKDKS$Stt*5i^^L>o ftoT±IBL*:X*> 

/<^^B»BB^a>HB a cS*«Mjfi[a)K»«afe»ft 
t^fliii, 3osa%5t£», ft^2osfi%*^^-r^ 

Ktttffll^&*i*. CCt^fM'J75 Ktli. v7 

6-610-MXD6 (MXD6IJ>^^y'JU>7v 
so /<5 KQBft) 44f«)BB«^-f P>fc3ta»S?75> 
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(5) 



«B}200 1-7143 

8 



6-69-6 1 (6 I tt^+U^^UV-f V!75f75 K 
0)B8|*) . t^fD>6-6I, t^D>6 6-6 I , *■ 
>TO>6 I -6 T (eTIi^^y^UV-rU^^^H 

Jti<a£st;*gs£#&tf'j7 = K£<&#s£<*/><$if 

LT. 16^^1 6 0-2 1 0°Ctte*>tO)tf&ZL<m 
l*b*v£„ *ffe1B (b) \z\t. -?\s<<>Mt£i:0)M*tz 

x^u>-7?u;ua#s#tt. x^u>->$? 
u;ng#S£tt. ifu^-Mtf 

&tt#SI£3 0£B%fI&£^£tf&c£tT?££o 
[00 2 3] ^'jrSKffllg (b) i*. 

-efe£&^A<fe& 0 X*Z/agB*0&tels)&a£.SfiE-f 

Sktt-e&£ e sw*. fl*i*±iB0 5 -091x75^-* 
ztz&wiz&cx. tfvrz mmm (b) » 

[00 2 4] Closer. <&U tf£ 
Kfflt^b^^lB (c) 3 4 (09*1*13 7-09 

VL±v&z®T%m&mmz±vm&z*iz> 0 30 

(c) ^«^r^»^Li^HjMttfflfiga)^ism 
[0025] fly*!*. 7Ku^peu>. 

$Sfc$/d:i^^$Wt-^)^aeu>-x^u>^®^ 
fc£3 0Sg%iaT; L < 1*2 0Sg%&-Fa>S]£ 

[00 2 6] £/r, ±ieLtc^U7 5 K«SI© (b) £ 

**i&;tfJ7S; K<8li£flH*T*,£l\, so 



[0 0 2 7] Ll^SSfl (c) <lt/$t§!lt<B0] 

t Lrii^'jXX^Ufflffi^lf 

[0 0 2 8] ^■JxXxiUS^ffi^ei^t^S/^^V 
BlStttLTI*. a^a>a®^T^'JXX^^<f§^ 

>ui&JU*lx, Witt. *&ftm&Ma)ZL&#fr*U{># 
fMV7$;m, U>v*JM*:/K, v?xx: 

te£A<&if&*u 2Sui±Sffifflurti«fcLv 

£0K££&-e * m xx t;u/><# * *i£ 1 a) r- 

x^u>^»Ja-ju. 7otru>^»j=i 

#'J7;u*u>^'j=i-n,, i. 4-v^d^-9- 
>v>*/-;k 2-7;^;u-i. 3-^a/^>v^- 

[0 0 2 9] z*it><n<pv. Jff£L<ii£§teva/MC 
>Kfi£^^tr^#te7K'jxx^>uS^fiiT*fey, *#lx 

^»A<1 0JilT(7>v^-;ui:(Z)*'JxXT-^ A 
<li3 o*;u%£-e, ^n#^L<(i 1 Btmt, 

(Dvt- ju*#a>-»£ttfl> v^--;u, 0qiL^ 1 . 4 - 

x^;H8flit»$L<ffl^btt^o £fc. miKD^'Jx 
xj;us»tfll$ 2Sia±?l^LrfflL>Tta^o 
[b b 3 o] TK'jxx-x/uS^SKi, o. e~i. zm 

@ (c) £m&T*#>)*XT)\,ikm%\z\t* mziz* 
mvm&x >j ^ >ic«s^tii)^5r2iiix5x 

t$tt$tlf:*'Jtl/70i8llWJXXf^ 

[0031] Asirj&crRit&^dtiett+nii 

(d) («7LI*B6, 8tecfci;9ir*tB3 3) 
-r^«8Ii:LTfi. 09xtf. **B«#X/<»J 7tt«B 
*«»if6*i. * omt LT It'Atoa x^u >-»8t'- 

J^i^MM (EVOH) ;t>TD>MXD6 % f 

-f n>6 I -6TUgiM£\1 b*i^ a cttb(04>r% E 
v o h t<*<n&htz&Btox&<DWfre>&& L < mi^6 

[0 0 3 2] ^«<4^i®li±ffi^®r H lO)mg^^+^ 
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ftg§2 0 0 1 -7 1 43 5 

10 



ttfvzzo *y»*L<i*. m&mmtLT. ee 

A, EAA, EMAA, I O. »&1£#y * V 7 4 > 
PE % K£t£EEA. i$t$EVA, BfttPP, KSE 

llpp-Et) fc£M$ffl-e£*o »®fcfc<D£LT 
[0 0 3 3] ±K0fffl!/£l::fclvt\ t^m^a>@ic^ 

[0034] m ltis. a<t*&&;&3^ m 

ttBXBB. fi§lftfc7S FBBM* xxf^SM ft 

tLri*. %LW}'<=77 4 *»JX^ 

ttHXHm&LTtt. Xx7»j:/B* 

fclf£*i£o SM*i£7 5 KXBMfcLTI*. xf7'J> » 

B7 * K. /^5f>S75h\ N-^-U-f *,/<;U5* 

i?>B75K, tb>f>K7S h\ Uk»i7 5 h\ 
>f l/>exxf7a75 h\ i^U>fcfX*x7P7 
3 Kfcjftffcif Mi*. i^f«;l«fclTtt, 
;^f7i/-h, «ftt-7*>a % x^u>?ua-;u* 
^f7U-h, Xf7«J>Kyyjt5-fK3S:W 
fclffcfl*. ftJaS^tLTIi. R*»1 27!>S3 0fll 
ttBfti&BB£tifti>a>T*y» ^f7'J>8if«l, x 

[0035] ««%o>»M (7>^^a^*>yffl) £ 
Lri*. v'j*, n^ii 

[0 0 3 6] Bl»te7 5 h'*2''Jft&£0jlMtt?X* 

il*i^l2 Off ^t^X^-zN^yf (D^. 0. 1 
7521 0MS%T:&& o 40 
[0 0 3 7] WtB±M*LTI*. *B3ttJHft<ff*L 

tt*k ***>R»B3tt*iL «^*>X*BBttM. 
Btt*BBttM«S J: tf **i b a>Bftft£«B* * C t # 

»«i»ih#]i*ajifl-r^#Ba)MBi=»LTo. 

0 57bM2SS%, »=»*0. 17b2lBa%»jSdt* 
[0 0 3 8] *&BA0X*^y 4 )i,A0)®mfiLO&*L 



IK 

[0 0 3 9] MB* 

(1) iKy^Dtru>«B/jKy7SK«B/5/-ilB 
ttffi (H7) 

(2) /-p«;^neu>«B/*"J75K«B/IW»BB 
#X/OJ7ltBB/^-iUB«B (B8) 

(3) #y*aeu>«B/#U7 5 KWB/IM8BS 
*"X/\-'J7ttttB/* , J7 5 KBB/5/-iUB»B 

(4) PET»B/#«J7S K«B/->-iUB«B (B 
7) 

(5) PET«/#»J7 5 KttK/«««tfX/Oj 

7ttaB/£'-*BttB (0 8) 

(6) #'J7S K«B/evoh/->-;uBBB (B 
6) 

(7) 7KM75 K«B/EVOH/*U75 KWffi/v 
-iUBttffi 

±iB«fitirtet^rBHtt»tt*^Lt^a^trii % asm 

[004 0] ^*B^(DX*>7^^Afi, ±SS&H£» 
®LT, a«MHB*A<1 0 7521 50i/m, ftlZ 1 5 
7bSl 2 Oi/mOtM, ^§7< iUAt»rtr*Cfc 

[004 1] *yBL<H, ft£®jf (c) li, 0. 5 

-40//m, ttlCI ~3 0jim % #'J7 5 KBBB 

(b) tt3-40/im % $#|Z4~3 0//m. ;U«ffl 
M (c) Ii5^70/im, ftlC 1 m<D©B<7) 

[0 0 4 2] BBttBBBtt. teJBtiftit*:: 

[004 3] *&*M<»x*>7 4 #ffitiLfc± 

SLTtfilxU *«J7 5KBBB (b) t*t«#7 
-f JUA£*&# 7 -f IM*B#7 4 JUJ*m±£'& 

[0044] C0)ckdirLTl#t>^4*^W<7)X*>7 

-r;uAii, yuAlln»a» immmziti zo°o a> 

*«*y. 3%*B-cttaBaiz«*<Ay^r <««. * 
/c, 7-fjuAiD»aB 2o°o itfcit^ 

^Ifil&l;el^^^S]Ufcl^ri: : tl^2 0 0gX1 5mmi]a 
T» #£L<I*1 80g/1 Smmffl^T. SI^»^L 
<l*1 60g/1 5mm«ttT-Cft«. J^i|R»*/)<±K 
B$fliL«i:n81b^BB«Bl»tt*r=< fig 
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CLAIMS 



[Claim(s)] 

[Claim 1] The resin layer which is a film for a skin packaging package including the draw-forming process to the heated 
metal mold which has a hollow, and should constitute a metal mold opposed face and the field by the side of reverse and 
in which a seal is possible (a), Even if there are little extended polyamide resin layer (b) which consists of polyamide 
resin which has the melting point higher about 15 degrees C or more than whenever [ film stoving temperature ], and **, 
consist of two-layer, and it sets to an one direction at least. The film for a skin packaging package whose rate of a heat 
shrink the heat shrink stress of whenever [ film stoving temperature ] is below 200g/15mm width of face, and is 3% or 
more. 

[Claim 2] The film for a skin packaging package of claim 1 whose heat shrink [ each / of a lengthwise direction and a 
longitudinal direction ] stress of whenever [ film stoving temperature ] is below 200g/15mm width of face and whose 
rate of a heat shrink is 3% or more. 

[Claim 3] The film for a skin packaging package of claims 1 or 2 with which said polyamide resin layer (b) turns into a 
surface layer which should constitute a metal mold opposed face. 

[Claim 4] Furthermore, the film for a skin packaging package of claims 1 or 2 which have the surface layer (c) which 
should consist of thermoplastics which has the melting point high about 5 degrees C or more, and should constitute a 
metal mold opposed face from whenever [ film stoving temperature ]. 

[Claim 5] The film for a skin packaging package of claim 4 with which the melting point consists [ said surface layer 
(c) ] of thermoplastics about 125 degrees C or more. 

[Claim 6] One film for a skin packaging package of claims 1-5 whose melting points of the polyamide resin which 
constitutes said polyamide resin layer (a) are about 140 degrees C or more. 

[Claim 7] One film for a skin packaging package of claims 1-6 which have further the interlayer (d) who consists of gas 
barrier resin. 

[Claim 8] One film for a skin packaging package of claims 1-7 which have further the interlayer (e) who consists 
polyethylene system resin and/or a polypropylene regin of adhesive resin which denaturalized with the acid or the acid 
anhydride. 

[Claim 9] One film for a skin packaging package of claims 1-8 which it comes to co-extrude. 

[Claim 10] One film for a skin packaging package of claims 1-9 which come to carry out biaxial stretching. 

[Claim 11] One film for a skin packaging package of claims 1-8 with which it comes to carry out the laminating of the 

resin layer (a) in which a seal is possible at least out of a die. 

[Claim 12] claim 4- to which it comes to carry out the laminating of said surface layer (c) out of a die at least - the film 
for a skin packaging package of either 8 or 1 1. 

[Claim 13] One film for a skin packaging package of claims 1-12 which have at least three interlayers and have 
symmetry structure. 



[Translation done.] 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Industrial Application] This invention relates to the multilayer film containing the polyamide resin layer extended 
especially about the film for a skin packaging package including the vacuum draw-forming process to the heated metal 
mold which has a hollow. The film for a skin packaging package of this invention is preferably used especially for food 
packing including meat. 
[0002] 

[Description of the Prior Art] Conventionally, the beautiful package gestalt of an appearance has been liked in the field 
of food packing. Especially, in accordance with the configuration of packed elegance, the adhesion package of the film 
for a package is carried out, and a skin packaging package does not have a wrinkle in a package, and since it is good- 
looking, it is used for food packing, such as bacon, a sausage, a hum, meat, and a cheese head. A fundamental technique 
of a skin packaging package places packaging goods-ed on the film used as the base, or a sheet (called "bottom 
materiar), puts and deaerates the film for a skin packaging package (a "skin film" is often called hereafter) which 
consists of thermoplastics which carried out heating softening from it, and sticks a skin film in accordance with the 
configuration of packaging goods-ed. 

[0003] Although various approaches are proposed as a skin packaging packing method Also in them, draw forming of 
the skin film is carried out with the vacuum metal mold equipped with the heater. Subsequently After covering the 
packaging goods-ed on a base film in the crevice of the skin film formed of draw forming, The approach of making 
between both films a vacuum and sticking to packaging goods-ed using the elastic recovery nature of a skin film has 
easily the advantage of being automatable while maintaining the original form of packaging goods-ed. 
[0004] If the above-mentioned skin packaging packing method is more concretely explained with reference to drawing 1 
which is the sketch including a metal mold cross section - drawing 4 (1) The packaging goods 2-ed carried on the bottom 
material 1 which is a base film thru/or a sheet in a wrap location in skin film 3 row This hollow 4a of the vacuum metal 
mold 4 that has hollow 4a, vacuum hole 4b, and a heater (not shown) is arranged ( drawing 1 ). (2) Evacuation of the air 
in hollow 4a on 1 10 - the skin film 3 is carried out from vacuum hole 4b of the metal mold 4 heated by about 160 
degrees C, the skin film 3 is stuck to the crevice of metal mold 4 by draw forming, and it heats ( drawing 2 ). (3) 
subsequently, the air between the skin film 3 and the packaging goods 2-ed ~ evacuation - carrying out ( drawing 3 ) « 
(4) - suspend degassing from vacuum hole 4b further, and end degassing of the skin film 3 bottom after sticking the skin 
film 3 to the packaging goods 1-ed according to the elastic recovery force by returning the inside of hollow 4a of metal 
mold 4 to ordinary pressure ( drawing 4 ). Then, by carrying out heating weld of the bottom material 1 and the skin film 
3 in the adhesion superposition location SP of the surrounding bottom material 1 of the packaging goods 2-ed, and the 
skin film 3, and carrying out cutting separation of the bottom material 1 and the skin film 3 outside the seal section SP 
immediately, if needed, a skin packaging package is completed and a product package object is acquired. 
[0005] Since the above-mentioned skin packaging packing method sticks the skin film by which preforming was carried 
out to packaging goods-ed where heating softening is carried out, a general diaphragm package is the different packing 
method. That is, after fabricating the film with metal mold in predetermined configurations, such as a container, 
beforehand and filling up packaging goods-ed with the general diaphragm packing method subsequently, it is the 
approach of vacuum-packing. An opening tending to remain between a container and packaging goods-ed, and bouillon, 
such as packaging goods-ed, for example, a hum, and bacon, collecting on this opening section as a trouble of this 
approach, and spoiling an appearance or becoming a rotten cause is raised. Moreover, it is necessary to double the 
configuration of a container with packaging goods-ed, and the metal mold according to packaging goods-ed must be 
prepared by the general diaphragm packing method. 

[0006] On the other hand, by the skin packaging packing method mentioned above, the skin film by which draw forming 
was preparatorily carried out with vacuum metal mold is put on packaging goods-ed, where heating softening is carried 
out, and it sticks to packaging goods-ed by the elastic recovery nature. According to the skin packaging packing method, 



even when configurations, such as what it not only can stick a skin film and packaging goods-ed to homogeneity, but 
shifted and put in order the bacon sliced, for example, are not fixed, it can pack beautiful. 

[0007] The skin film used for the skin packaging packing method is required to have engine performance which is 
described below. 

[0008] In the first place, it asks for draw forming with a diaphragm depth of about 10-25mm being usually possible for a 
skin film. In order to carry out the skin packaging package of the packaging goods-ed of various configurations 
automatically, a thing with the to some extent big diaphragm depth is called for in the case of draw forming by vacuum 
metal mold. 

[0009] In order to stick to contents after carrying out draw forming to the second at a skin film with molding temperature 
(metal mold (heating) temperature, generally 1 10-160 degrees C), when recoverability (rubber elasticity— usually 
property) is needed and it elongates at the time of draw forming, not discovering big stress is called for. In a skin 
packaging package, after applying stress in vacuum metal mold, carrying out draw forming of the skin film preparatorily 
and covering packaging goods-ed, in order to stick a skin film to packaging goods-ed by removing stress, it is required to 
have recoverability in the condition of having heated. That is, in a molding- temperature field, it is called for by 
preliminary draw forming that the shaping recoverability over expanding of a skin film is large. When the recoverability 
of a skin film is inadequate, the expanding part of the film by which draw forming was carried out turns into a surplus 
part, will produce a wrinkle in a package body surface, and will spoil an appearance. However, like the oriented film of 
the conventional heat shrink nature, in being a film with large residual stress like what has large heat shrink stress, or an 
elastic film, un-arranging [ of packaging goods-ed being compressed and deforming, or bouillon being pressed out and 
becoming the cause of deterioration ] arises. 

[0010] The third is asked for the thermal resistance of extent which is not welded to the heated vacuum metal mold (hot 
platen) in case draw forming is carried out to a skin film with vacuum metal mold. As a skin film, although the 
multilayer laminated film is generally used, the outermost layer is asked for the thermal resistance which is extent to 
which the welding to a hot platen does not happen. A skin film is required to excel in transparency or gloss the fourth, 
when raising the commodity value of packaging goods-ed. It is required that it should have oxygen gas barrier nature on 
a skin film the fifth to the package of contents for which putrefaction prevention is needed. Moreover, when heat sealing^ 
heat-sealing nature with a base material is called for. 

[001 1] The non-extended co-extrusion laminated film (JP,6-2485,B) which consists for example, of an elasticity vinyl 
chloride (PVC) / a vinylidene-chloride system copolymer (PVDC) / polyolefine as a skin film with which it is satisfied 
of such many physical properties conventionally, the laminated film (JP,57-23607,B) which consists of an ethylene- 
vinylacetate copolymer (EVA)/PVDC/EVA, the laminated film (JP,56-49206,B) which consists of EVA/PVDC / 
elasticity PVC have been used. The laminated film which contains Elasticity PVC also especially in these has a large rate 
of elastic recovery, and it is desirable as a layer which has a rubber elasticity-property in a skin film. However, the 
wrapping which does not generate chlorine gas at the time of incineration is called for from the environmental problem 
in recent years. 
[0012] 

[Problem(s) to be Solved by the Invention] The purpose of this invention has good skin packaging package fitness, and is 
to offer the film for a skin packaging package which does not have generating of chlorine gas at the time of incineration. 
[0013] 

[Means for Solving the Problem] According to research of this invention persons, many of skin film fitness The 
extension layer of the polyamide resin which has the melting point appropriately selected by the relation of whenever 
[ for skin packaging shaping / film stoving temperature ] (skin packaging molding temperature) is used. Being filled by 
the multilayer film which set up appropriately the heat shrink stress and the rate of a heat shrink in skin packaging 
molding temperature by control of whenever [ extension / of said polyamide resin layer ] using the multilayer film 
containing the resin layer which assists seal nature was found out. The film for a skin packaging package of this 
invention (skin film) It is a thing based on such knowledge. In more detail The resin layer which is a film for a skin 
packaging package including the draw- forming process to the heated metal mold which has a hollow, and should 
constitute a metal mold opposed face and the field by the side of reverse and in which a seal is possible (a), Even if there 
are little extended polyamide resin layer (b) which consists of polyamide resin which has the melting point higher about 
15 degrees C or more than whenever [ film stoving temperature ], and **, consist of two-layer, and it sets to an one 
direction at least. It is characterized by for the heat shrink stress of whenever [ film stoving temperature ] being below 
200g/15mm width of face, and the rate of a heat shrink being 3% or more. 
[0014] Hereafter, the gestalt of desirable operation of this invention is explained in full detail. 
[0015] 

[Embodiment of the Invention] The skin packaging packing method itself which uses the film for a skin packaging 
package of this invention (skin film) does not differ from what was explained with reference to drawing 1 - drawing 4 
fundamentally, however, a part with the wide melting point selection range of the polyamide resin with which whenever 



[ film stoving temperature ] constitutes a polyamide resin layer (b) compared with the conventional PVC system skin 
film -- it* can take widely. However, the thermal effect of the component and the packaging goods 2-ed of a layer on 
others, such as a seal resin layer (a), etc. is taken into consideration, and a temperature requirement (90-170 degrees C 
and further 1 10-150 degrees C) is used preferably. If whenever [ stoving temperature ] becomes less than 90 degrees C, 
shrinkage characteristics will fall and it will become easy to generate a wrinkle in the package body surface after skin 
packaging. If whenever [ stoving temperature ] exceeds 170 degrees C, a film will fuse and a film will become easy to be 
torn at the time of skin molding. It is thought also including the applicability of the conventional skin packaging making 
machine that whenever [ most desirable film stoving temperature ] is nearly about 120 degrees C. And the configuration 
of each class of the skin film of this invention is defined mainly by the relation of whenever [ film stoving temperature ] 
(skin packaging molding temperature). 

[0016] Moreover, heating time in a skin packaging package (from the evacuation initiation from metal mold vacuum 
hole 4b of drawing 2 ) The time amount to the evacuation initiation from the bottom space of the skin film 3 of drawing 
3 0.5 - 5 seconds, Vacuum time amount (time amount which opens the vacuum of the top space of the skin film 3 of 
drawing 4 wide, and maintains the vacuum of the bottom space of the skin film 3 from the evacuation initiation from the 
bottom space of the skin film 3 of drawing 3 ) has about 1 - 5 especially desirable [ about 1 - 3 ], and desirable seconds. 
[0017] Strictly, whenever [ related to the configuration of each class of the skin film of this invention / film stoving 
temperature ] is whenever [ stoving temperature / of the skin film itself], and is not whenever [ stoving temperature / of 
metal mold 4 ]. Especially, when the above-mentioned heating time is short, a difference may arise among both. 
However, for skin packaging shaping with short stable heating time which a difference produces among such both 
temperature, preferably, therefore generally, it considers that whenever [ film stoving temperature ] are whenever [ metal 
mold stoving temperature ], and an EQC, and they do not necessarily interfere. 

[0018] moreover - although what is necessary is just to set up the seal temperature after a skin package suitably with the 
resin used for a sealing layer (a) ~ the laying temperature of a seal bar - general - the range of 100 degrees C - 240 
degrees C - it is the range of 130-220 degrees C preferably. That seal reinforcement tends to become inadequate when 
laying temperature is too low, in being too high conversely, the surface resin of a sealing surface and the opposite side 
becomes easy to adhere to a seal bar. 

[0019] this invention - a skin -- a film - the - most ~ being fundamental -- a gestalt - setting - drawing 5 - being 
shown - as - a seal - resin -- a layer - (-- a --) -31 - extending - having had - polyamide resin - a layer - (- b --) - 
32 — a bilayer — a layered product ~ structure — taking . However, as are shown in drawing 6 , and the functional 
interlay ers (d) 33, such as a gas barrier resin layer, can also be inserted in between and it is further shown in drawing 7 - 
drawing 9 , the outside-surface layer (c) 34 can also be formed in consideration of surface characteristics, such as 
printing nature. Furthermore, an adhesive resin layer can be inserted in arbitration between each class, and the interlayer 
of arbitration, such as an additional polyamide resin layer, can also be inserted. 

[0020] As resin which constitutes the seal resin layer (a) 31, be [ what is necessary / just although it consists of resin in 
which a seal is possible ], more specifically, polyolefine system resin, such as a polypropylene and propylene-ethylene 
copolymer, straight chain-like super-low density polyethylene, straight chain-like low density polyethylene, the low 
density polyethylene by which the polymerization was carried out with the high pressure process, an ethylene- 
vinylacetate copolymer, ionomer resin, an ethylene-(meta) acrylic-acid copolymer, an ethylene-(meta) acrylic-acid- 
unsaturated-carboxylic-acid ester copolymer, and an ethylene-ethyl-acrylate copolymer, is used especially preferably. 
These may be used independently, and two or more sorts may be mixed and they may be used, moreover - a seal - resin 

— a layer — (— a ~ ) - using — resin — the melting point — reverse - a side - an outside surface - a layer — constituting - 

- polyamide resin - a layer ~ (-- b --) - 32 ( drawing 5 and 6) - or - others - an outside surface - a layer - (-- c -) - 
34 ( drawing 7 -9) - a configuration - resin - the melting point ~ the following - it is - things - being desirable . 
When the melting point of the resin used for a seal resin layer (a) is higher than the melting point of the resin used for an 
outside-surface layer (b) or (c) and an internal surface fuses at the time of the seal after a skin package, in order to also 
fuse an outside surface, it is hard coming to carry out a seal. 

[0021] As for the polyamide resin layer (b) by which the skin film of this invention is characterized most, the melting 
point consists of extended polyamide resin with which it has preferably about 15 degrees C or more of 20 degrees C or 
more, 40 more degrees C or more, and the melting points high 60 degrees C or more especially rather than skin 
packaging molding temperature. The skin film with which the melting point contains a polyamide resin layer (b) with a 
skin packaging molding temperature of less than +15 degrees C tends to run short of the recoverability of a lifting and a 
film in plastic deformation by fusing at the time of a skin package. A wrinkle occurs after a package and the appearance 
of a package object becomes consequently, less beautiful [ tend ]. 

[0022] As a desirable polyamide resin kind which constitutes a polyamide resin layer (b), it is aliphatic series polyamide 
polymers and nylon 6 -66 (nylon 6 and the copolymer of Nylon 66 are expressed.), such as nylon 6, Nylon 66, nylon 69, 
Nylon 610, Nylon 612, Nylon 11, and Nylon 12. Aliphatic series polyamide copolymers, such as Nylon 610 and Nylon 
612 which are written like the following, nylon 6 -69, nylon 6-610, and Nylon 66 -69, can be illustrated. Especially in 



these, nylon 6 -66 and Nylon 612 are desirable in respect of fabrication nature, these aliphatic series polyamide (**) 
polymers are independent ~ or two or more sorts can be blended and it can use. The probability to be influenced of low- 
melt point point side polyamide resin on the occasion of a blend is high. Therefore, as for especially the resin that does 
not fill the demand of the melting point which becomes settled in relation with the above-mentioned skin packaging 
molding temperature, it is desirable to consider as less than 20 % of the weight less than 30% of the weight. Moreover, 
these aliphatic series polyamide (**) polymers are made into a subject, and a blend object with aromatic polyamide is 
also used. Aromatic polyamide means that in which some of diamines and one [ at least ] dicarboxylic acid [ at least ] 
have an aromatic series unit, and it is desirable that it is especially a copoly amide here. As the example, they are the 
copolymer of aliphatic series nylon, such as Nylon 66-610-MXD6 (MXD6 is the abbreviated name of metaxylylene 
adipamide), and aromatic polyamide including an aromatic series diamine unit, Nylon 66-69-61 (61 is the abbreviated 
name of hexamethyleneisophthalamide), Nylon 66 I, and Nylon 66. - The copolymer of aliphatic series polyamides, such 
as 61 and nylon 6 I-6T (6T are the abbreviated name of hexamethylene terephthalamide), and copolymerization aromatic 
polyamide including an aromatic-carboxylic-acid unit is mentioned. These polyamides system resin is independent, or is 
mixed, and that from which the melting point becomes 160-210 degrees C is used preferably. Thermoplastics other than 
polyamide system resin, such as olefin system resin which denaturalized with acids or these anhydrides, such as a maleic 
acid, an ethylene-acrylic-acid copolymer, an ethylene-methacrylic-acid copolymer, ionomer resin, and an ethylene- 
vinylacetate copolymer saponification object, can also be included in an interlay er (b) to about 30 % of the weight. 
[0023] a polyamide resin layer (b) -- at least ~ an one direction - it needs to be preferably extended by 2 shaft 
orientations of length/width. It is for guaranteeing the elastic recovery force at the time of a skin package. Extension may 
be carrying out the laminating of other layers after extension about some layers which can also carry out about the whole 
layered product film as shown in for example, above-mentioned drawing 5 - drawing 9 , and contain a polyamide resin 
layer (b) if needed. Extent of required extension is extent which the heat shrink stress in skin packaging molding 
temperature is below 200g/15mm width of face in an one direction at least, and can give 3% or more of rate of a heat 
shrink to the skin film of this invention in a final laminating gestalt. 

[0024] the outside-surface layer (c) for which it is used preferably if needed in many cases - 34 (for example, thing 
shown in drawing 7 - drawing 9 ) - the melting point - skin packaging molding-temperature + - it is constituted by the 
thermoplastics which is about 5 degrees C or more. When the melting point uses thermoplastics with a skin packaging 
molding temperature of less than +5 degrees C, it is easy to generate surface dirt by contact to the hot platen at the time 
of a skin package (metal mold), the gloss after a package gets worse as the result, and there is a possibility that the 
beautiful nature of a package outside-of-the-body view may be spoiled. The examples of the desirable thermoplastics 
which constitutes an outside-surface layer (c) are enumerated below. 

[0025] For example, polyolefine system resin, such as a polypropylene and propylene-ethylene copolymer, straight 
chain-like low density polyethylene, medium density polyethylene, and high density polyethylene, is mentioned. These 
may be used independently, and two or more sorts may be mixed and they may be used. Moreover, the propylene- 
ethylene copolymer which has the melting point which fills neither ethylene system copolymers, such as other resin, for 
example, an ethylene-vinylacetate copolymer, ionomer resin, and an ethylene-methacrylic-acid copolymer, nor the 
above-mentioned demand in the range which does not check thermal resistance greatly may be preferably mixed at 20 or 
less % of the weight of a rate 30 or less % of the weight. 

[0026] Moreover, the polyamide resin chosen from the polyamide resin kind enumerated as what constitutes the above- 
mentioned polyamide resin layer (b) may be used. 

[0027] Polyester resin is mentioned as an example of other desirable outside-surface (layer c) configuration resin. 
[0028] As a dicarboxylic acid component which constitutes polyester system resin, the dimer acid which consists of a 
dimer of unsaturated fatty acid in addition to an above-mentioned terephthalic acid and isophthalic acid, an adipic acid, 
oxalic acid, a malonic acid, a succinic acid, an azelaic acid, a sebacic acid, a phthalic acid, 5-t-butyl isophthalic acid, 
naphthalene dicarboxylic acid, diphenyl ether dicarboxylic acid, cyclohexane dicarboxylic acid, etc. are raised with the 
usual manufacture approach that what is necessary is just that from which polyester is obtained, and two or more sorts 
may be used. Moreover, as a diol component which constitutes polyester system resin, be [ what is necessary / just 
although polyester is obtained by the usual manufacture approach ], ethylene glycol, propylene glycol, tetramethylene 
glycol, neopentyl glycol, hexamethylene glycol, a diethylene glycol, a polyalkylene glycol, 1, 4-cyclohexane dimethanol, 
2-alkyl-l,3-propanediol, etc. are mentioned, and two or more sorts may be used, for example. 

[0029] It is aromatic polyester system resin which contains an aromatic series dicarboxylic acid component preferably in 
these. Preferably especially The terephthalic acid as a dicarboxylic acid component and a carbon number Polyester with 
ten or less diol, Polyethylene terephthalate, polybutylene terephthalate, etc. are used. A terephthalic acid preferably in 
part for example, to 30-mol % Furthermore, the copolymerized polyester replaced, desirable the dicarboxylic acid of 
others [ % / 15 mol ], for example, isophthalic acid, For example, the copolymerized polyester resin which replaced a 
part of diol components, such as ethylene glycol, by other diol, 1 [ for example, ], and 4-cyclohexane dimethanol is also 
used preferably. Moreover, two or more sorts may be mixed and polyester system resin of a different kind may be used. 



[0030] That in which polyester system resin has about 0.6 to 1.2 limiting viscosity is used preferably. Thermoplastics 
o.ther than polyester system resin, such as thermoplastic elastomer represented by for example, thermoplastic 
pplyurethane and polyolefine system resin which denaturalized with acids or those anhydrides, such as a maleic acid, can 
be included in the polyester system resin which constitutes an outside-surface layer (c) to 20 % of the weight. 
[0031] As resin which constitutes the functional interlayer (d) (for example, drawing 6 , the layer 33 shown in 8 and 9) 
prepared if needed, non-chlorine gas barrier property resin is mentioned, and ethylene-vinylacetate copolymer 
saponification object (EVOH); nylon MXD6 well-known as the example, nylon 6 1-6T, etc. are mentioned, for example. 
In these, EVOH is preferably used from the field of the outstanding fabrication nature. 

[0032] An adhesive resin layer can be prepared as an interlayer if needed, when the adhesive strength between above- 
mentioned each class is not enough. EEA, EAA, EMAA, IO, acid denaturation polyolefine (the acids denaturation 
VLDPE, such as a reactant with unsaturated carboxylic acid and unsaturated-carboxylic-acid anhydrides, such as 
independent or a copolymer of olefins, unsaturated-carboxylic-acid ester or a metal salt, etc., the acid denaturation 
LLDPE, the acid denaturation EEA, the acid denaturation EVA, the acid denaturation PP, acid denaturation PP-Et), etc. 
can be more preferably used as adhesive resin. [, such as a maleic acid and a fumaric acid, ] As a suitable thing, the acid 
denaturation polyolefine which denaturalized with acids, such as a maleic acid, or these anhydrides is mentioned. 
[0033] In the above-mentioned lamination, lubricant and an antistatic agent can be added in one of layers. 
[0034] As lubricant to be used, hydrocarbon system lubricant, fatty-acid system lubricant, aliphatic series amide system 
lubricant, ester system lubricant, and metallic soap are raised. Lubricant may be liquefied and may be a solid-state-like. 
As hydrocarbon system lubricant, a liquid paraffin, native paraffin, polyethylene wax, micro wax, etc. are raised 
concretely. Stearin acid, a lauric acid, etc. are raised as fatty-acid system lubricant. As aliphatic series amide system 
lubricant, octadecanamide, a palmitic-acid amide, an N-oleyl palmitic-acid amide, a behenic acid amide, an erucic-acid 
amide, an arachidic acid amide, oleic amide, an erucic acid amide, methylenebisstearamide, ethylene-bis-stearamide, etc. 
are raised. As ester system lubricant, butyl stearate, hydrogenated castor oil, ethylene glycol monostearate, stearin acid 
monoglyceride, etc. are raised. As metallic soap, it is guided from a carbon number 12 thru/or 30 fatty acids, and zinc 
stearate and calcium stearates are raised typically. In these lubricant, it is preferably used from the point that fatty-acid 
amide system lubricant and metallic soap are excellent in compatibility with polyolefin resin. 

[0035] As lubricant (anti blocking agent) of an inorganic system, well-known things, such as a silica and a zeolite, can be 
added to both outer layers. 

[0036] Lubricant, such as an aliphatic series amide and a silica, can be added in the form of a masterbatch. In the case of 
the 20 % of the weight content masterbatch of lubricant, the desirable addition is 0.1 thru/or 10 % of the weight. 
[0037] As an antistatic agent, a surfactant is used preferably. As a surface active agent, an anion system surface active 
agent, a cation system surface active agent, a non-ion system surface active agent, amphoteric surface active agents, and 
those mixture can be used. It is desirable 0.05 thru/or 2 % of the weight, further 0.1, or that an antistatic agent adds 1% 
of the weight to the resin of the layer which should be added. 

[0038] The desirable mode of the lamination of the skin film of this invention is described below. However, these are 
instantiation to the last and this inventions are not these things limited to seeing. 

[0039] They are (1) polypropylene resin / polyamide resin / sealing layer resin ( drawing 7 ) to the inner layer from an 
outer layer. 

(2) Polypropylene resin / polyamide resin / non-chlorine gas barrier property resin / sealing layer resin ( drawing 8 ) 

(3) Polypropylene resin / polyamide resin / non-chlorine gas barrier property resin / polyamide resin / sealing layer resin 

(4) PET / polyamide resin / sealing layer resin ( drawing 7 ) 

(5) PET / polyamide resin / non-chlorine gas barrier property resin / sealing layer resin ( drawing 8 ) 

(6) Polyamide resin / EVOH / sealing layer resin ( drawing 6 ) 

(7) In polyamide resin / EVOH / polyamide resin / the sealing layer resin above-mentioned configuration, when layer 
indirect arrival nature is scarce, a glue line can be prepared suitably. 

[0040] As for the skin film of this invention, it is desirable that carry out the laminating of above-mentioned each class, 
and thickness finally forms with the multilayer film of 10 thru/or range ** which are 15 thru/or especially 120 
micrometers 150 micrometers. 

[0041] As for an outside-surface layer (c), it is desirable that 1-30 micrometers and a polyamide resin layer (b) make 3- 
40 micrometers especially of 5-70 micrometers especially of especially 4-30 micrometers and seal resin layers (c) the 
thickness of the range of 10-60 micrometers 0.5-40 micrometers in more detail. 

[0042] Although two or more adhesive resin layers can be prepared, each 0.5 and the range of 5 micrometers are suitable 
for the thickness. 

[0043] The skin film of this invention may codraw and manufacture the non-extended multilayer film which has all the 
co-extruded lamination by well-known approaches, such as a tubular film process and the tenter method, may make the 
oriented film, unstretched film, or oriented films containing a polyamide resin layer (b) rival by the well-known 
laminating method, and may obtain desired lamination. 



[0044] Thus, the skin film of this invention obtained needs to be [ in / preferably / in / at least / an one direction / both / 
in the dry heat shrinkage of whenever / film stoving temperature / (standardly 120 degrees C) / a lengthwise direction 
and a longitudinal direction ] 3% or more, and a wrinkle becomes easy to enter after a package at less than 3%. 
moreover, the heat shrink force of whenever [ film stoving temperature ] (standardly 120 degrees C) ~ at least — an one 
direction — setting — desirable — a lengthwise direction and a longitudinal direction — setting — both — it is below 
160g/15mm width of face still more preferably below 180g/15mm width of face preferably below 200g/15mm width of 
face. When the heat shrink force exceeds a upper limit, contents become unable to be able to maintain the original form 
easily, and the appearance after a package becomes less beautiful [ tend ]. 

[0045] Radiation irradiation can also be carried out by the well-known approach before the extension under manufacture 
approach of the skin film of this invention mentioned above, or to the back. Ductility, thermal resistance, a mechanical 
strength, etc. are improved by radiation irradiation compared with a non-irradiated thing. In this invention, well-known 
radiations, such as alpha rays, beta rays, an electron ray, and a gamma ray, can be used. It is convenient in respect of 
handling nature when an electron ray and a gamma ray are desirable and an electron ray manufactures a moldings 
especially from a viewpoint of the bridge formation effectiveness in exposure order, the high level of a throughput, etc. 
[0046] If an example is given, when it is a gamma ray, the range of 0.05 thru/or 3kG(ies)/time amount will have a dose 
rate desirable [ that what is necessary is just to set up the exposure conditions of the above-mentioned radiation suitably 
according to the application made into the purpose / in the case of an electron ray, the range whose acceleration voltage 
is 150 thru/or 500 kilovolts, and quantity of radiation have the desirable range of 10 thru/or 200KGy (kGy), and ]. 
[0047] Corona discharge treatment, plasma treatment, and flame processing may be performed on the internal surface, 
the outside surface, or both the front faces of a skin film of this invention which were mentioned above. 
[0048] 

[Example] Hereafter, although an example and the example of a comparison explain this invention concretely, this 
invention is not limited to these examples. In addition, the measuring method of the physical properties indicated on this 
application specifications is as follows. 

[0049] The reduction-gear oven (Made in Robert, MOG 600 mold) which covered with corrugated paper paper with a 
<physical-properties measuring method> 1. dry-heat-shrinkage thickness of 3mm on the rack is heated to measurement 
temperature. The film sample which put the mark in the direction (a longitudinal direction, TD) perpendicular to the 
direction of a machine (the lengthwise direction, MD) and the direction of a machine of a skin film in the distance of 
10cm is paid into it. It is made to shut immediately after the door of reduction-gear oven pays a sample at this time. Time 
amount as for which the door is vacant is made into less than 3 seconds. It takes out and cools naturally, after shutting a 
door and leaving a test sample film in reduction-gear oven for 30 seconds. Then, the distance which put the mark was 
measured and the rate to 10cm of Hara length of the deduction from 10cm was expressed as the percentage. The trial was 
performed 5 times about one sample, and dry heat shrinkage was expressed as the average about each of a lengthwise 
direction and a longitudinal direction. 

[0050] 2. cut out the sample film band of 150mm each length and 15mm width of face from a heat shrink stress profit 
**** skin film along the lengthwise direction (MD) and longitudinal direction (TD). It sets in the distance between grip 
implements of 100mm using the 5565 mold universal testing machine made from Instron, and the thermostat made from 
Instron 3119 mold into the thermostat which held this sample film band at 23 degrees C, and, subsequently the 
temperature up of the thermostat is carried out the rate for 2-degree-C/. When thermostat temperature reaches 30 degrees 
C, after applying lOg of initial loads, measurement is started, and it measures until the temperature of a thermostat 
reaches the measurement temperature of +10-20 degrees C. The heat shrink stress value in measurement temperature 
(skin package molding temperature (criterion =120 degrees C)) is measured the middle. 

[0051] 3. from the recovery- factor profit **** skin film, along the lengthwise direction (MD) and longitudinal direction 
(TD), cut off the sample film band of 100mm each length and 10mm width of face, and put the mark in the die-length 
direction of a film band in the distance of 50mm. It sets in the distance between grip implements of 50mm using the 
5565 mold universal testing machine made from Instron, and the thermostat made from Instron 3119 mold into the 
thermostat which held this sample film band to measurement temperature (criterion =120 degrees C). The set of a 
sample film warns against shrinking a sample film, and is held with the mark of a sample, and it is made for its edge of 
an ingredient to suit with the heat in a thermostat. After the temperature of a thermostat returns to measurement 
temperature since the temperature of a thermostat falls by about 20 degrees C in case a sample film is set, it pulls to 40% 
(20mm as elongation) of ductility by part for distance/of 500mm between grip implements, a grip implement is pulled 
immediately, and it returns to a front location. The sample film was picked out from the thermostat, die-length X during 
the mark after cooling was measured, and the recovery factor was computed according to the following formulas. 
[0052] 

Recovery- factor (%) =[(50+20-X) /20] xl00[0053] 4. The skin film of a skin packaging package fitness trial example 
and the example of a comparison and the commercial base film for a skin packaging package (150 micrometers in 
thickness) were used. It covered with the pasteboard made of paper on the base film, six slice bacon (200g) was further 



placed on it, and the shaping metal mold (a depth of 18mm, 120mm long, 245mm wide, pars-basilaris-ossis-occipitalis 
cprner 7.5R) of the skin packaging test chamber made from Omori Machine performed the skin packaging package. The 
skin packaging package referred to drawing 1 - drawing 4 , set up and held whenever [ stoving temperature / of metal 
mold 4 ] to a predetermined constant temperature (criterion =120 degrees C), and was performed by setting heating time 
for 2 seconds and setting vacuum time amount as 3 seconds. The following criteria estimated skin packaging package 
fitness. 

[0054] (1) Wrinkle A+ : there is no wrinkle in the whole surface and it has the beautiful appearance. 

A: Although the short shallow wrinkle has occurred only at the restoration section corner, a wrinkle is not generated in a 

bacon front face, but it has the beautiful appearance. 

B: The shallow wrinkle had occurred on the whole surface and the problem was in the appearance. 
C: The deep wrinkle had occurred on the whole surface and the problem was in the appearance. 

(2) Surface dry-area A : it excelled in the surface gloss of the skin film after a package, and had the beautiful appearance. 

C: Big irregularity existed in the front face of the skin film after a package, and surface gloss got worse. 

(3) Contents 1 crushing A : the angle of the bacon after a package was hardly crushed, but the original form of contents 
was maintained mostly. 

C: The angle of the bacon after a package is completely lost and the original form of contents is not maintained. 
[0055] <Example of film manufacture> The example of manufacture of the skin film by the example and the example of 
a comparison is indicated below. A cable address shows some of resin used in the following examples of manufacture, 
and the contents are collectively described in the after-mentioned table 1. 

[0056] Lamination from an outside in order to the inside (Example 1) By and the thickness ratio shown in a parenthesis 
M-PE [ co-PET(l) / ] (1)/Ny - so that it may be set to 6-66(5) / EVOH(3) / M-PE(l) / VLDPE (14) Each resin was 
extruded with two or more extruders, respectively, it carried out, and the resin by which melting was carried out was 
introduced into the annular die, and fused junction was carried out and it co-extruded so that it might become the above- 
mentioned lamination here. It was under water bath, the melting tubular object which flowed out of the die outlet was 
quenched, and it considered as the flattened tube-like object. Subsequently, having considered as the tubular object film 
of a bubble configuration, and cooling by 15-20-degree C airing, after passing under a 90-degree C warm water bath, by 
the tubular film process, it was made the lengthwise direction (MD) by 3.0 times, and coincidence biaxial stretching of 
this flattened tube-like object was made to the longitudinal direction (TD) by 3.0 times as many draw magnification as 
this. Subsequently, this biaxially oriented film was led into the heat treatment cylinder which has the 2m tube length, and 
it considered as the tubular object film of a bubble configuration, it heated at 70 degrees C with the steam made to blow 
off from a diffuser, and it heat-treated for 2 seconds, loosening a lengthwise direction 10% in relaxation and a 
longitudinal direction 10%, and the biaxial-stretching skin film with a thickness of 25 micrometers was manufactured. 
[0057] The dry heat shrinkage of the obtained skin film, heat shrink stress, the measurement result of a recovery factor, 
and the skin packaging package fitness test result in the skin package temperature of 120 degrees C are collectively 
shown in the after-mentioned table 2 with the result about the skin film obtained in the after-mentioned example and the 
example of a comparison. 

[0058] (Example 2) As a polyamide film, the heat shrink nature multilayer film (it is written as "PA-l" the Mitsubishi 
Chemical Kohjin PAX Corp. sale, super NIRU SPR SH, the sum total thickness of 15 micrometers, and the following) of 
the lamination of nylon 6 / MXD6/nylon 6 (thickness ratio =1/1/1) was prepared. Separately, the polypropylene system 
unstretched film (it is written as "CPP" below) with a thickness of 15 micrometers was obtained for PP-2 by melting 
extrusion and the T-die method, using an extruder as a polypropylene film. (In addition, "MXD6" meant 
polymetaxylylene adipamide and the melting point was measured with 240 degrees C as a result of DSC (differential 
scanning calorimetry) of a laminated film "PA-l".) 

[0059] Dry laminate of the above-mentioned PA-l and the CPP was carried out using polyurethane adhesive (made in 
Oriental Morton, "TM590", "CAT56"), and the laminating skin film whose thickness of a configuration of becoming 
CPP||PA-1 ||CPP is 49 micrometers was obtained (|| shows a dry laminate glue line). 

[0060] (Example 3) lamination - the inside from an outside - order - and the thickness ratio shown in a parenthesis - 
PP-Et(lO) / MPE(1.5)/- each resin was extruded with two or more extruders, respectively, it carried out, and the resin by 
which melting was carried out was introduced into the annular die, and fused junction was carried out and it co-extruded 
so that it might become the above-mentioned lamination here, so that it might become Ny6-66 (12) / EVOH(4) / M-PE 
(1 ,5)/PP-Et (15). It was under water bath, the melting tubular object which flowed out of the die outlet was quenched, 
and it considered as the flattened tube-like object. Subsequently, having considered as the tubular object film of a bubble 
configuration, and cooling by 15-20-degree C airing, after passing under a 90-degree C warm water bath, by the tubular 
film process, it was made the lengthwise direction (MD) by 2.8 times, and coincidence biaxial stretching of this flattened 
tube-like object was made to the longitudinal direction (TD) by 2.8 times as many draw magnification as this. 
Subsequently, this biaxially oriented film was led into the heat treatment cylinder which has the 2m tube length, and it 



considered as the tubular object film of a bubble configuration, it heated at 80 degrees C with the steam made to blow off 
from a diffuser, and it heat-treated for 2 seconds, loosening a lengthwise direction 10% in relaxation and a longitudinal 
direction 10%, and the biaxial-stretching multilayer film with a thickness of 44 micrometers was manufactured. 
[0061] (Example 4) Lamination was set to EVOH(4) / Ny6-66 (12) / M-PE(1.5)/VLDPE (20) from the outside by the 
thickness ratio shown in a parenthesis in order to the inside, and the biaxial-stretching skin film whose sum total 
thickness is 37.5 micrometers was manufactured by the same approach as an example 3 except lamination. 
[0062] (Example 1 of a comparison) In the example 2, the laminating skin film with a thickness [ of a configuration of 
becoming OPP||PA-l ||OPP like an example 2 ] of 49 micrometers was obtained except having used the polypropylene 
system film (it being written as "OPP" the Kohjin Co., Ltd. make, the Ginseng Radix Rubra poly set, the thickness of 15 
micrometers, and the following) which carried out biaxial stretching instead of CPP as a polypropylene system film. 
[0063] (Example 2 of a comparison) lamination - the inside from an outside — order - and the thickness ratio shown in 
a parenthesis — PP-Et(3) / M-PE (1.5) - each resin was extruded with two or more extruders, respectively, it carried out, 
and the resin by which melting was carried out was introduced into the annular die, and fused junction was carried out 
and it co-extruded so that it might become the above-mentioned lamination here, so that it might be set to /NY-2 (14) / 
EVOH(3) / M-PE(1.5)/VLDPE (18). It was under water bath, the melting tubular object which flowed out of the die 
outlet was quenched, and it considered as the flattened tube-like object. Subsequently, having considered as the tubular 
object film of a bubble configuration, and cooling by 15-20-degree C airing, after passing under a 90-degree C warm 
water bath, by the tubular film process, it was made the lengthwise direction (MD) by 2.3 times, and coincidence biaxial 
stretching of this flattened tube-like object was made to the longitudinal direction (TD) by 2.6 times as many draw 
magnification as this. Subsequently, this biaxially oriented film was led into the heat treatment cylinder which has the 
2m tube length, and it considered as the tubular object film of a bubble configuration, it heated at 80 degrees C with the 
steam made to blow off from a diffuser, and it heat-treated for 2 seconds, loosening a lengthwise direction 10% in 
relaxation and a longitudinal direction 10%, and the 2 **** skin film with a thickness of 41 micrometers was 
manufactured. 

[0064] (Example 3 of a comparison) lamination - the inside from an outside - order - and the thickness ratio shown in 
a parenthesis - VLDPE(IO) / M-PE(1.5)/- each resin was extruded with two or more extruders, respectively, it carried 
out, and the resin by which melting was carried out was introduced into the annular die, and fused junction was carried 
out and it co-extruded so that it might become the above-mentioned lamination here, so that it might be set to Ny6-66 
(12) / EVOH(4) / M-PE(1.5)/VLDPE (20). It was under water bath, the melting tubular object which flowed out of the 
die outlet was quenched, and it considered as the flattened tube-like object. Subsequently, having considered as the 
tubular object film of a bubble configuration, and cooling by 15-20-degree C airing, after passing under a 90-degree C 
warm water bath, by the tubular film process, it was made the lengthwise direction (MD) by 2.8 times, and coincidence 
biaxial stretching of this flattened tube-like object was made to the longitudinal direction (TD) by 2.8 times as many 
draw magnification as this. Subsequently, this biaxially oriented film was led into the heat treatment cylinder which has 
the 2m tube length, and it considered as the tubular object film of a bubble configuration, it heated at 80 degrees C with 
the steam made to blow off from a diffuser, and it heat-treated for 2 seconds, loosening a lengthwise direction 10% in 
relaxation and a longitudinal direction 10%, and the biaxial-stretching skin film with a thickness of 49 micrometers was 
manufactured. 

[0065] (Example 4 of a comparison) the thickness ratio which lamination shows from an outside in a parenthesis in order 
to the inside - VLDPE(IO) / M-PE(1.5)/~ it was set to Ny6-12(8) / EVOH(3) / M-PE(1.5)/VLDPE (10), and the biaxial- 
stretching skin film whose sum total thickness is 34 micrometers was manufactured by the same approach as the example 
3 of a comparison except lamination. 

[0066] (Example 5 of a comparison) lamination - the inside from an outside ~ order - and the thickness ratio shown in 
a parenthesis - PP-Et (15) - each resin was extruded with two or more extruders, respectively, it carried out, and the 
resin by which melting was carried out was introduced into the T die, and fused junction was carried out and it co- 
extruded so that it might become the above-mentioned lamination here, so that it might be set to /M-PE(2) / Ny6 (15) / 
M-PE(2) / VLDPE (20). The melting object which flowed out of the die outlet was quenched with the chilled roll, and 
the non-extended skin film with a thickness of 54 micrometers was obtained. 

[0067] (Example 6 of a comparison) lamination the inside from an outside - order - and by the thickness ratio shown 
in a parenthesis, each resin was extruded with two or more extruders, respectively, it carried out, and the resin by which 
melting was carried out was introduced into the T die, and fused junction was carried out and it co-extruded so that it 
might become the above-mentioned lamination here, so that it might be set to M-PE [ PET(12) / ] (2)/Ny 6-66 (15). The 
melting object which flowed out of the die outlet was quenched with the chilled roll, and the non-extended skin film with 
a thickness of 29 micrometers was obtained. 

[0068] Dry laminate of this non-extended multilayer film and the CPP was carried out by the same approach as an 
example 1, and the laminating skin film with a thickness [ of a configuration of becoming co-PET/M-PE/Ny6-66 ||CPP ] 
of 46 micrometers was obtained. 



[0069] (Example 7 of a comparison) In the example 2, the laminating skin film with a thickness [ of a configuration of 
becoming CPP||PA-2 ||CPP ] of 49 micrometers was obtained completely like the example 2 instead of PA-1 except 
having used the extension nylon 6 film (it being written as "PA-2" Mitsubishi Chemical Kohjin PAX Corp. selling 
BONIRU RX, the thickness of 15 micrometers, and the following). 

[0070] Dry heat shrinkage with a skin package temperature [ in 120 degrees C of the laminating skin film obtained in 
each above-mentioned example and the example of a comparison ] of 120 degrees C, heat shrink stress, the measurement 
result of a recovery factor, and a skin packaging fitness test result are collectively described in the after table 2. 
[0071] About the skin film obtained in the [skin packaging package temperature fitness test] above-mentioned examples 
1 and 4 and the examples 2 and 4 of a comparison, various change of the skin package temperature was carried out, and 
measurement of contraction in a skin package fitness trial and the temperature concerned and a shrinkage force was 
performed. The result is summarized and is shown with a 120-degree C measured result (thing given in Table 2) in the 
after-mentioned table 3. 
[0072] 
[Table 1] 
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[0073] 
[Table 2] 
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[Table 3] 
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[0075] The result of the above-mentioned table 2 shows the following things. Each skin film of examples 1-4 which 
fulfills conditions this invention predetermined with relation with a skin package temperature of 120 degrees C shows 
good skin package fitness. 

[0076] The film of the example 1 of an another side comparison has excessive heat shrink stress, and crushing of 
contents is accepted. Since the film of the example 2 of a comparison has the low melting point (= 133 degrees C) of Ny 
6-12 contained in a polyamide resin layer (b) 30% of the weight by relation with a skin package temperature of 120 
degrees C, the wrinkle remains in the appearance of skin packaging goods, the film of the example 3 of a comparison — 
the melting point (=119 degrees C) of Surface VLDPE - low - the front face of skin packaging goods - that is 



produced. Since both above-mentioned examples 2 and 3 of a comparison are problems, a tear cannot estimate the film 
oi] the example 4 of a comparison. Since the polyamide resin layer (b) is not extended, the wrinkle has generated the film 
of the examples 5 and 6 of a comparison in the appearance of skin packaging goods. Although the film of the example 7 
of a comparison contains an extension polyamide resin layer (b), its heat shrink stress is inadequate, and it remained in 
the front face of skin packaging goods, and the wrinkle remains. 

[0077] The result of the above-mentioned table 3 shows the following things about change of skin package temperature. 
The film of an example 1 shows good skin package fitness in the large temperature requirement of 90-170 degrees C, 
there is especially no formation of wrinkles at 170 degrees C, and the beautiful appearance (A+) is given over the whole 
surface. The film of an example 4 has a possibility of raising surface dirt, above 150 degrees C by relation with the 
melting point (= 160 degrees C) of EVOH. At 120 degrees C, the film of the examples 2 and 4 of a comparison in which 
good skin package fitness is not shown also shows good skin package fitness in the low skin package temperature with 
which the relative melting point conditions of a polyamide resin layer are filled. 
[0078] 

[Effect of the Invention] As mentioned above, according to this invention, the film for a non-chlorine skin packaging 
package which has good skin packaging package fitness is given by considering as the multilayer film which controlled 
appropriately the rate of a heat shrink, and heat shrink stress by relation with skin packaging molding temperature as a 
whole, including the extension layer of the polyamide resin which has the melting point selected appropriately. 



[Translation done.] 
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(57)Abstract 

PROBLEM TO BE SOLVED: To 
prevent the generation of chlorine gas 
during incineration by a method in 
which a film for skin pack packaging is 
formed from a sealable resin layer to 
constitute a surface facing a mold and 
an opposite side surface and a 
stretched polyamide resin layer, and in 
its one direction, heat shrinkage f 

stress is set up at a specified width or ft '■ — 

below, and a heat shrinkage 
percentage is set up at a specified 
value or above. 

SOLUTION: A film for skin pack 
packaging is composed of a resin 
layer 31 using a polyolefin resin which 
is to constitute a surface facing a 
mold and an opposite side surface and 
is sealable, such as polypropylene, a 

propyleneethylene copolymer, straight chain ultra-low density polyethylene, 
and straight chain low density polyethylene; and a stretched polyamide resin 
layer 32 using an aliphatic polyamide which has a melting point by about 1 5° 
C higher than a film heating temperature, such as nylon 6, and nylon 66. In its 
one direction, heat shrinkage stress at a film heating temperature is set up at 
200 g/15 mm width or below, and a heat shrinkage percentage is set up at 3% 
or above. 
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